Aircraft OEM: Robinson 


Aero Design Ltd. 


Work Order Control Sheet 
Work Order#: 2016-92 Date Opened: 05 Julv 2016 
Title: Fabrication 


Aircraft Mode!: R44 
Product Type: Cargo Basket and lld 
Product Mode!: RH Standard 
Quantitv: 3 


Work Order Contents 
Work Order/Build Sheets (Procédures Provided) 


Additional Work Sheets (Standard Practice) 
Drawings (See List Below) 


Parts Distribution Sheet 
Sub Component Tags 


Completed Certification (Original) 


Time Sheet (R&D) 


Notes 


Build Sheet Contents 


Drawing List 


Tasks Initialled 
Dual inspections initialled 


Initial or N/A 


DB 
N/A 


DB 


DB 


te 


N/A 


Initial or N/A 
î 


Component Compietion 


Quantity Complété on This Work Order 
Quantity Incomplète on This Work Order 


Further Processing Required Before Release 


Release to Stock as Components 


Certification 
Form One Compieted 


Serviceable (Green) Tag Completed 


In Process (Yellow) Tag Completed 


Unserviceable (Red) Tag Completed 


Parts Tracking (White) Tag Completed 


Parts Placed in Stores for Distribution 


Additionai Documentation 


As Instructed 


N/A 
N/A 
N/A 


Initial or N/A 
A/A 


4^ 
Initial or N/A 


Drawing # 
Rev# 
Description 
Initial or N/A 
Documentation of a minor change 
N/A 


90611 
1 
Body 
DB 
Non-Conformance Report Required 
N/A 


90612 
1 
Lid 
DB 
Service Difficuity Report Required 
N/A 


90621 
1 
Aft Attach hoop 
DB 


90622 
1 
Forward Attach hoop 
DB 
Billing 
Initial or N/A 


49210 
2 
Hoop 
DB 
Local (Aero Design) 
JC 


84262 
2 
Basket Handie Prov. 
DB 
Research and Development 
N/A 


94263 
0 
Lid Handie Prov. 
DB 
Third Party 
N/A 


Traveiier 


Print: D. Bartfai 


Print: J. Clarke 
Work performed by: 
ICC / Dual Inspection preformed by: 
Work Order closed by: 
Print: j'Citultj— 
Approved Manufacturing Facility 73-04 


initial or N/A 


Form 20. 


SCA: AD07 


SCA: AD02 
SCA:' 


Date: 


Date: 


Date: 


29-Mar-17 


30-Mar-17 
n 
'0^ 
Rev. Original 23 Sepr2014 


Aero Design Ltd. 


AMF 73-04 


9888 A Malaspina Rd. 


Powell River, BC 


Canada 


V8A 0G3 


Complété Fabrication Instructions 


Thls sheet is designed to assist in the fabrication of Aero 


Design products in accordance with the company 


Manufacturing Policy Manual, the Canadian Aviation 


Régulations and other applicable technical 


documentation. 


The reference column of the following table is for reference uniess a 


spécifie instruction is called out. 
The initial columns serve one column per component fabricated on 


the applicable work order. 


Nomentclature: _ 


Number of Units: 


ASâ5fl Quick Release Cargo Basket Hoop 
3 


. Work Order #: 


Model 
Requirements 
Reference 
Initial 


AS350 
Review LOEP to ensure most current technical spécifications 
N/A 
m 


AS350 
Cut a piece of matériel to 4S-37^",sD^ 
^ 
N/A 


AS3S0 
€trt-ena£nxi-ai-aû deprees and the ooDOsite encLatJ^—^ 


N/A 


AS350 
At the 90 degree end measij^ lîTS'and mark. Bend at that 


mark, set stop at 103 deg. 
N/A 
tû 


AS350 
At-tfreTongesx point ofrho Ib degree end tnoasttfg 14 1/4" 
and mark.-BeacLaLtbat mark. seLstop-at 85. deg. ^ 
N/A 


Post Fabrication Inspection 


Inspect components to ensure conformity to the applicable design data. 


Signature: W C£. L 
Licence Numbe/orSCA: 
^ ^ 


Date: 


M 
BUMa mm 
iwiuàihi am mt iw b HminAiw w iw tHfli lb. wb «mm » un wwwi laiw, mv nw g Bwimr 
am, 
o* owuura m un immer. hou u9b> fcr uMur/icuitE «iHauT ne «tidi comoit a uk osa in. er acopiw ims nuiMe for 
RPBPICn THE RtaWMF MRgS TO MOI) «RO DOMI Lia WRISS FMII ItC Ug. W MSUg. OF MS OUmi « »€ RFORimiON COIIT<R€D IHRKH 
REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 84262 REV. 1 
BJC 
14/02/2014 


0.750 
GTAW 


FUSE. BOTH ENDS 


USE JIG TO ENSURE BRACKETS ARE ALIGNED 
@ 
HANDLE BRACKET ASSEMBLY 


BASKET UD 


GTAW 


RRST BRACE TUBE FROM END 
RRST BRACE TUBE FROM END 


LID HANDLE PROVISIONS ASSEMBLY 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. WELDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER308L OR EQUIVALENT. 


02 


QTY 


01 


QTY 


36275-02 
36273-01 
84263-02 
84263-01 


PART NO. 


04 
03 
02 


01 


ITEM 


SUPPORT 
UD BRACKET 
HANDLE BRACKET ASSEMBLY 
UD HANDLE PROVISIONS ASSY 


DESCRIPTION 


LIST OF MATERIALS 


JEFF CLARKE 


' 
JASON REKVE 


14 FEB 2014 


UNLESS OTHERWISE SPEafTED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
OECIMALS 
ANGLES 
X.XXX ±0.010 
±1/2' 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


OeeSA IIALASPINA ROAD 
POYELL RIVER. BC. CANADA, VBA 0G3 
me 004.488.8976 
i 


HELICOPTER CARGO BASKET 
LID HANDLE PROVISIONS ASSEMBLY 


SHEET 1 OF 1 
A3 
84263 
0 


1H8 uim nmiK muam whaw iiaB twmuN w /W «aai m m wm 
« m mm mai. mv mt « wwiiiubi 
am, 
« 
oupuura m im iiamoi. hcr uses for ihnufaciuwc awiuT ne «itidi cnson cf fero dcscn in. ir «cccpiw ihs ORionc for 
RPBPIg, THF RCCBtNT <gP5 TO HOUHERO OCaON LIDi HFRIRre FROR nc Ug. OR MaUg. OF 1HS ORFWC OR WE IWRRAllOI CORHRBI mOUCH. 
REV. 
DESCRIPTION Cf CHANGE 
INITIAIS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 36262 
BJC 
03/11/2009 


1 
CHANGE LOCATION OF BUSHINGS 
BX 
29/09/2011 
2 
UPDATEO RTLE BLOCK, MOVE UO PROVISIONS TO 84263 
6X 
14/02/2014 


CARGO BASKET RIM 
(REF) 


FIRST HOOP FROM END I 
FIRST HOOP FROM END 


2 PLACES PER HOOP 


0.406 


GTAW 


pfjTij cinrc 


GRIND FLUSH AFTER WELDING 
2 PLACES PER HOOP 
2.750 


DRILL »5<e (0.313) THRU 
2 PLACES 


(oi) BASKET HANDLE PROVISIONS ASSEMBLY 
^ 
PROVISIONS TO BE INSTALLED IN HOOPS BEFORE ASSEMBLY TO BASKET RIM 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. WELDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER70S-2 OR EQUIVALENT. 


4 
84272-01 
02 
BUSHING 
84262-01 
01 
BASKET HANDLE PROV. ASSY 


01 
PART NO. 
ITEM 
DESCRIPTION 


QTY 
LIST OF MATERIALS 


JEFF CUWKE 


E. BURGOIN 


03 NOV 2009 


UNLESS OTHERMSE SPEaFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
OEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
XXX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 


9688A IIALASPINA ROAD 
POWELL RIVER. BC. CANADA. VBA 0G3 
TKL 604.488.2870 
i 


HEUCOPTER CARGO BASKET 
BASKET HANDLE PROVISIONS ASSEMBLY 


SHEET 1 OF 1 
A3 
84262 
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Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


73-04 
. 
Nomenclature: 
BoJy No. of pièces: 
J_ 
^ 
Manufacturer: i 4 ^ yr» /f)^ < 
J ^-7 
• 
/ -f.V. 
Part No.: ^Dp /! - O 
i 
^ 
Serial/Batch No.: 
h/A 
^ 
^ 
TTSN: 
K/A 
TSO: A/A 
Rem.: 
h/A 
(U 
WorkOrder No.: 
J 
-ZL 
^ 
Remaining Tasks to be Performed: A-y A/- 
coc>ii~. 
^ 
^ 
^ 


Lie. No. / SCA 


Signature:, 
Date : A^<a yy h j 
2. o / y 


Form# 20.E.03 
Rev. 1 24 April 2014 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax; 604-483-2372 E-mail: info@aerodesign.ca 
^ 
AMF 73-04 


Remarks 


,-?0 
Cvu. 
ô(e Afft 
^ 
flj 
- 
taG 
o 


ÛL 
c 
•1 
A 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
0 
AMF 73-04 
Nomenclature; 
_ No. of pièces: 
^ 
Manufacturer: 
/„/W- 
Part No.: 
^! 
"Z. — Qj 
Serial/Batch No.: 
TTSN: 
h/A 
TSO: 
K/A 
Rem.: 
^/A 
CJ 
Work Order No.: ^ 
O/U ~ ^2. " O 
% 
u 
O 
Remaining Tasksto be Performed: 
~ 
pOi^Je^r 
i'-(A 


Signature: 
Date: 
f 
Lie. No. / SCA A D-05' 


Form# 20.E.03 
Rev. 1 24 April 2014 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mall: lnfo@aerodeslgn.ca 


AMF 73-04 


%/i 
r\ 
r\ 
Remarks/ 
ifi 
Q) 
UP 
O 
( 
ûof 
,hn ft, 
ir 
V n' 
-n./- 


r 


Aero Design Ltd. 
A 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 
Nomenclature: 
or/y No. of pièces: 
/ 
Manufacturer: A f ro /P^S'n^ /jj^- 
_ 
Part No.: ^0 l ! 
~ O ! 
Serial/Batch No.: 
^/A 
</> 
TTSN: f</A 
TSO: h/A 
Rem.: 
UA 
<U 
u 
Work Order No.: 2-O ! 
^ ^!2~/ 


RemainingTasks to be Performed: 
/ 
1. 
^o\A/ fie r c od i . 


£-03. 


Signature: 
Date: 
k 7 
/Z. olj 
Lie. No. / SCA AkÏ)~'0-. 


Form# 20.E.03 
Rev. 1 24 April 2014 
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Aero Design Ltd. 


9888 A MalaspinaRd.Powell River, BC,V8A0G3 


DhnnA' 
Cav* Ar\4_^Q3_'5570 P-mail* infrt/?T)aArr\/4ûcSan r-a 
Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 


Remarks 


(/) 
en 
QJ 
u 
O 


^ 
M/ht loi? 


r 


Aero Design Ltd. 
^ 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info(S)aerodesign.ca 


AMF 73-04 
Nomenclature: 
I 
< hoJy No. of pièces: 
[ 
Manufacturer: 
Part No.: 
Serial/Batch No.: 
X//? 
TTSN: 
f</Â 
TSO: 
///4 
Rem.: 
k/A 
<U 
o 
Work Order No.: .2. 
^ ~ ^2. - O 3 
Remaining Tasks to be Performed: Ç''tf 
^ ^g»( 
oai, 
V ^ 


Signature:. 


r" 


Date: 
%'/2.01-7 
Lie. No. / SCA AD - OS' 


Form# 20.E.03 
Rev. 1 24 April 2014 


w 
Aero Design Ltd. 
* 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
AMF 73-04 


^ -r 
/w 
Remarks 
g 
^ 
dop 
U 
O 


X 
A 


r 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone; 604-483-237tFax: 604-483-2372 E-mail: info@>aerodesign.ca 
^ 
^ AMF 73-04 
Nomenclature: 
!l J No. of pièces: 
^ 
Manufacturer: 
Z-/^- 


WorkOrderNo.: "2^0/& " 
'f2-~Ol 


imalninj 
C 
o<n' 


Remalning Tasks to be Performed: 


Signature:, /A 
U ci 
1-,^1-n 
7 
Date: 
h JZ'<'> V 
^ 
Lie. No./ SCA A \')-0^ 


Formff 20.E.03 
Rev. 1 24 April 2014 


en 
(/) 
Part No.: <^Oé'l2^~ Ol 
Seriai/Batch No.: 
A/A 
TTSN: 
k/A 
TSO: 
A/A 
Rem.: 
Â/A 
Q) 
o 


ÛL 
c 


Aero Design Ltd. 
A) 
9888 A Malasptna Rd. Powell River, BC, V8A 0G3 
Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
AMF 73-04 


</) 


Q) 
u 
O 


Quantity: 


PN: 


Aircraft: 


Description; 


Supplier: 


Color: 
WO#: . 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 
90622-01 -01 


Robinson 
Mode!: R44 
Forward Attach Hoop 
Aero Design 
N/A 


2013-47 
PO# N/A 


Quantity: 


PN: 


Aircraft: 


Description: 


Supplier: 


Color: 


WO#: 


Aero Desîgn Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


90621-01-01 


Robinson 
Mode!: R44 


Aft Mount Hoop, RH 
Aero Design 
N/A 
2013-47 
PO# N/A 


r/S> 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 
_ 
AjlAME/3-U4 
Nomenclature: fs. ^ 
^ 
h çJ^ No. of pièces: 
^ 
Manufacturer: A k.o 
s, 
u 
*V- 
Part No.: ÇO 
'2.-^ 
f 
Serial/Batch No.: 
S/A 


Work Order No.: jZ- O 
/ 
/^ " 
^ 
2--^ OQl. 
Remaining Tasks to be Performed:/Vy 
^ 
C 
i 


Signature:. 
Date: KJa 
Ln 
Lic.No./SCA A H-<7^ 


Form# 20.E.03 
Rev. 1 24 April 2014 
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TTSN: fjA 
TSO: 
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Rem.: 
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O 
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Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 063 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 


/7 C2iL 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 
Quantity: 
i 
PN: 
90622-01 ~ûl 
Aircraft: 
Robinson 
Model: R44 
Description: 
Forward Attach Hoop 
Supplier: 
Aero Design 
^ 
Color: 
N/A 
WO#: 
2013-47 
PO# n/A 


Quantity: 


PN: 


Aircraft: 


Description: 


Supplier: 


Color: 


WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


90621-01-01 


Robinson 
Mode!: R44 


Aft Mount Hoop, RH 
Aero Design 
N/A 
2013-47 
PO# N/A 


Quantity: 


PN: 


Aircraft; 


Description: 


Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


90612 
Robinson 
Mode!: R44 


Lid Rim 
Aero Design 
N/A 
20^-47 
PO# N/A 


Quantity: 


PN: 


Aircraft: 


Description: 


Supplier: 


Color: 


WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


90621-01-01 


Robinson 
Mode!: R44 


Aft Mount Hoop, RH 
Aero Design 
N/A 
2013-47 
PO# N/A 
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g m 
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WPHIiM HMku 


KSCRIPTKM OF CHANGE 
mifiÀL ISSUE 


miTIALS 


UTIE BcW UP6ATO; «IM Wm 5W tN»EAtt6; iIftBWg ftOC-DPCÂTEK 
SPCRENCe DIUCN90NS AOOCO 
iîSssgi 


16.7S «EF 
l«.13 RCF 
19.3S REr 


NOTES: 


t. REUOve AU. euRfts ano break »arp edces 
t PRIOR TO WELOING. ORIU #30 VENT HOUS IN ASSOIBIY FOR WNTW6 GF WU) 
CASES. 
•HEN ASSEMBtY IS COMPLETE. HU AU \^T HOtES W1M ROSETTE MELO 
X «ELOMC OF 4130 STEa TO BE COMPtETEO BT GTAR HETHGO TO AUS 28S3C 


4130 AND 101B STEEL: «CUMNC ROO SHALL CONFORH TO eR70S-2 OR EOLAVALOtT 


STABAESS ANC 4130 STEEL «GOINC ROO SMAU. CCNFORM TO ER30eL OR EQUIVALENT. 
ii^MSTAU. ITEM 7 (HANOIE BRACKET ASSEMBLY) Ht ACCOROANCE MTH AERO OESGN LTD. ORAWNO 84363 


TTP 2 PLACES 


STRUT ueuBER ON mo END OF BASKET ONLY 


B 
THOROUGHLV ClEAN ANO POROER COAT BASCET SUS-ASSEMBLCS PRIOR TO ASSEMBLY. 


06)* 


T 


DRU. «I/Z* OUTSBE ONLY 
KiD SPACER (ITEM 06) MTO HOlE 
RE-Onu. #» (0.196*) TNRU SPAOR 


wo xxxxx 
Sooo^ 


DETAIL C 


©BASKET BODY ASSEMBLY 
RH CO»nCURATLON SHORN. LH OPPOSITE 


TYPtCAL 


■ ELD FBiST S MlERZCTIONS 00«N 
ANO E>CRT SECOND MTERSECÎKN V1ER 
TYP 4a HOOPS 


04102 


DETAIL 8 


9CAt£ 1:1 


VVB LOCKMC AT MNER SURFACE OF 8A9CT. 0U1B0AR0 8 


TVPICAL 


DETAIL A 


SCAIE I 


5S Â/ff 
3/4-16F f7l !tCSH 
ISTEEL 
ICOMMCROAL 
1 


1 
1 
4B215>0I Ï'I 'SPACCR 
1 
1 
1 


1 
1 
: 
64263-01 [•)J BASKET HAMOlC PflOVISKlNS ASSEMBLY 
5S 
Ivl TUBE 
[4130 STEEL CÛND. N 
IM.-T-e736 
O S X 0.035 SOR. TUBE 
525 A/R 
t'-l TUBE 
4130 STEEL CONO. N 
Mi-T-e73e 
075 X 0035 SOR. TUBE 
M 
3 
46210-02 l'!! MOCP 
1 


1 
1 
90633-01-02 IVI rORWARD AHACHMENT HOOP (LCFT HAND) 
~ï~ 
90623-01-01 
PORWAAD ATTACHUCNT HOOP (RICHT HANOI 
"tI 
90631-01-03 l-'l AFT AnACHMENT 1400P (IfFT HANOI 
t 
90621-01-01 l"l AFT AnACHMENT HOOP mOHT HAND) 
S 
90011-01-02 Ml BASKET BODY ASSEMBLY (LETT HANOi 
S 
90611-01-01 Mi BASKET BODY ASSEMBLY TRICHT HANOI 


-03 -01 
PART NO. 
ES 
KSCftPTION 
1 
MATCRIAL 
MATCRIAL ^C 
STOCK SBE 


OTY OTY 
UST OF MATERIALS 
| 


JEFF aARKE 


E 
BURCON 


}3 SEPT 301( 


UNLESS OIHERnSE SPEOFIEO 
CMilEN90NS ARC IN MCHCS 


TOLERANCES ON: 
DCOMALS 
ANGLES 
KMX ±0.010 
±1/2' 
x.n 
±0.03 
t.» 
±0.1 


AERO DESIGN LTD. 


ROBINSON R44, R44 It 
OUICK RELEASE CARGO BASKET 
BASKET BODY ASSEMBLY 


$>€ET 
1 
OF 
1 
Al 
90611 


CARGO BASKET BODY FABRICATION - COMMON 
Complété 
fi-ii T 3 
(initial or SCA #) 
•WorkOrder: 


Date Open: 0^ JuLV 


1. Rim Assembly - 
Basket Body 
"2.0)0" 


a. Cut and fit %" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 
d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
e. 9A611 (206L/407 XL ski) only - 
drill for 4 threaded bushings before assembling rim^ 


2. Weld Rim Assembly. 
^ 
o/6-^/ 


a. Record welding rod PO on attached material list. 


b. 94611 (206L/407 XL ski) only - 
weld 4 threaded bushings into inboard rim tube 


3. Inspection 
3.0/^ f/ 


a. Rim for complété welds 


4. Frame assembly-body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 


d. Assemble hoops with attachment lug locating jig and hoop spacing Jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 
2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigsto ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 
basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut 14" X 0.035 material to fit spine jig. 


f. Cut /4" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 
g. Option: Cut >4" x 0.035 material for front end cutout. Record material PO on attached material 


list. 


h. 90611 (R44) only: Cut ]4" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 


Page 2 of 6 
30 November 2013 


CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


j. 
Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 
1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim, except R44y. 
^ ^ 
rt. '^4 
5. TIG weld frame to rim assembly. 


a. Ensure lug locating jig and hoop locating jigs are in place. Jigs must remain in place for as long 
as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use Jig to support front hoop. 


d. Record welding rod PO on attached material list. 


6. Inspection 


a. Frame assembly for complété welds. 


7. Mesh assembly. 


AÔ 


AO 
AO 
^3-04 
73^04 
.(77 
—07— 
a. Pull sheet of expanded mesh from stock. Record material PO on attacned material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 
d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 


1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 


2. Bend upper edge of sheet Just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 


3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug Jig onto basket frame. 


Page 3 of 6 
30 November 2013 


CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA#) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 
2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 
3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 
progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed priorto welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vii. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 
rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require % 
to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 


I. 90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 
Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 


NI. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 
\ 
(initiai or SCA#) 
Weid mesh to frame assembly per drawing. 


a. Ensure lug locating jig is in place prier to welding. 


b. General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 


e. 90611 (R44) on/y-weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 
AÔ 
AÔ 
AÔ 
Ti 
9. Weld basket components 
^ 


a. TIG weld lid prop bushing(s), one or two per drawing. 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 
d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 
^ ^ 
''of' > 
10. Clean up 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 


d. Remove surface rust with scotch-brite pad. 
^ 
^ 


73-0A 
73-04 T\.c\A 
11. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
AO 
K) 
^3-04 
02 
73-04 
—OT— 


ill 
4% 
^3 


K) 
73-04 
Q\ 
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CARGO BASKET BODY FABRICATION - COMMON 


General 


These instructions apply to al! cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3-Standard Low Mounted Basket 
94511, Revision 0 - 
Extra-Wide Low Mounted Basket 
94611, Revision 0- Extra-Wide Low Mounted Ski Basket 
76611, Revision 0- High Mounted Ski Basket 
Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 
77611, Revision 1 - 
Short Basket 
76411, Revision 3 - 
Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
94011, Revision 0 - 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0-Short Basket 
80311, Revision 0-Médium Basket 
81111, Revision 0 - 
Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75111, Revision 0-Standard Basket 
95511, Revision 0- 
Extra Large (ski) Basket 
Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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Work Order: 
\(q - 9j^ ^ 
^ 


Date Opened: 
\(û 
JJ 


Material Tracking Sheet 


Robinson R44 
Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


90611-01- 
Basket Assembly 
(-01 RH, -02 LH 


Step 1 
Rim Assembly 
£ 
3/4" Tube - Long Rim (55 5/8") 
4130 Steel, y/x 0.035 Sqr. Tube 
l'^ho^//bO'P'Z. 


Step 2 


3/4" Tube - Short Rim (22.5") 
4130 Steel, y^' x 0.035 Sqr. Tube 


Weld Rim Assembly 


Step 3 


AIR 
Welding Rod 
ER70S-2 TIG Rod 


Inspection - Rim 
None 


Step 4 
Frame Assembly 


Step 5 


J_ 
J_ 
J_ 


_4_ 


_1_ 


1 


49210-02 
Hoop - standard 
4130 Steel, 14" x 0.035 Sqr. Tube 


49210-02 
Hoop - with handle provisions 
4130 Steel, 14" x 0.035 Sqr. Tube 
90621-01-XX 
Aft Attachment hoop 


90622-01-XX 
Forward Attachmen Hoop 
3oi'^ -Lj'T' M 
-M. 


1/2" Tube - spine 
4130 Steel, Vi' x 0.035 Sqr. Tube 


1/2" Tube - strut 
4130 Steel, y/ x 0.035 Sqr. Tube 


1/2" Tube - cross member (21") 
4130 Steel, Vi x.0.035 Sqr. Tube 


Weld Frame Assembly 


. A/R 
Welding Rod 
ER70S-2 TIG Rod 
! 
(pC7% 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 
J_ 


._1_ 


1 


Mesh (Body - 48" x 56") 
3/4-16F Expanded Mild Steel sheet 
Mesh (End-22"X 15.5") 
3/4-16F Expanded Mild Steel sheet 
Ifco 


I (pO 7^ 
Mesh (End - 22" x 9") 
3/4-16F Expanded Mild Steel sheet 
lUO'^ 
Mesh (End - 22" X 21") 
3/4-16F Expanded Mild Steel sheet 


Work Order: 2.0/6 ~ ^^2- 


Date Qpened: Om 
2^0/Cf 


Matériel Tracking Sheet 


Robinson R44 
Basket Body Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 8 
Weld Mesh 


. A/R 
.. 
Welding Rod 
ER70S-6 MIG Wire 
/50S'? 


Step 9 
Weld Basket Components 


Step 9.a. 
. 1 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, 14" Dia. 
2L 
S'V 


.A/R 
— 
Welding Rod 
ER308L TIG Rod 


Step 9.b. 
. 1 
Cap 
1018 Mild Steel, 0.032" Sheet 
2.0/^ 


.A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
UO-7^ 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembiy 
None 


Step 12 
Powder Coating 
l7o3S- 


Pol(,-V ^3 


I6.ft3 dCF 
19.29 «F 
19.79 HEF 


WCTWCL ne CTpr «am »b ma < 
» M wi waw w 
camw 


I^V 
KSCRPTtON OF CHANCE 
MIRALS 
DATC 
0 
INITIAL ISSUE 


1 
BLMK UHAltb: 
TO S4263. RQUINC ROO UPOATG); 
BX 
21/05/2014 


M 


DETAIL C 


W9U. 1/2* 
r. -A 1H10UO4 OC SDE ONIV 
05) 
SPACai M PLACE 
^ 
' 
osai 0» <0196*) 
ATTER «CLOMC 


iBz 


DETAIL A 
i_ 


: :FI 


DETAIL A 
_L 
T 
DETAIL B 
T 
DETAIL 8 
@ 
BASKET LID ASSEMBLY 


IKHT HMO ASSQCLV SHOW. L&T MANO OPP091C 


nWCAl 
FWST 5 PLACES 
WEN EDDiV SECOM) 
OR AS PRACnCAl 


N01C& 


1. RCMOve AU Birnss ano break sharr cdces 


2. «CIDMC OF 4130 S1EEL TO SE COUPIETED BT CTAW UETHOO TO AWS 26B9C. 


4190 ANO 1019 STEEU RCLOWC ROO SKAU CONFORW TO eR70S-2 OR EQUIVALENT. 


STAINLESS AND 4130 STEEL: «CLOMO ROO SHALL CONFORW TO ER308L OR EQUIVALENT. 
^ 
INSTAU ITEM 4 (HAWLC BRACKET ASSEMBLY) « ACCOROMCE WTN AERO OESGN LlD. DRARMG B42fi3 


TYP 2 PLACES. 


4. «»CN ASSEMBLY IS COMPLETE. F1U. AU ^T 
HOLES WTN ROSETTE NELO. 


5. THOROUOfl.Y CLEAN ANO POROCR COAT BASKET SUB-ASSEUBLSS PRIOR TO ASSEMBLY 


A^ 
3/4-I6F 
ce HCSH 
I 


1 
3B204-10 05 PLACARD BRACKET 
1 


1 
B42B3-01 04 UO HANOIX PROMSNNS ASSEMBLY 
4B216-01 03 SPACCR 
1 
A^ 
02 TUBE 
14130 STEEL CCND N 
M*.-T-673« 
0.7S X 0.035 SOR. TUBE 
S 
B0612-01-02 
BASKET UD ASSEMBLY ^ FT HANOI 
N 
90ei2>0l-01 
01 
BASKET LO ASSEIOLT fH HT HANOI 


01 
PART NO. 
ITEM 
OCSCRIPTWN 
1 
WATERIAL 
MATOilAL SPCC 
srocx soe 


OTY 
UST OF MATERIALS 


DETAIL B 
LOOKING AT BOTTOM 


n«Ai > 
DETAIL A 
LOOKING AT TOP 


JEFF CLARKE 


E BURCON 


)3 SEPT 20I( 


UNLESS OTHERWSE 9>ECff1ED 
OtMENSONS ARC IN MCHES. 
TOLERANaS ON: 
DECIMALS 
ANGLES 
K,X*K ±0.010 
tl/2" 
KXX 
±0.03 
x.x 
±0.1 


AERO DESIGN LTD. 


ROBINSON R44, R44 II 
OUICK RELEASE CARGO BASKET 
BASKET UD FABRICATION 


Sien 1 OF 1 
Al 
90612 


CARGO BASKET LID FABRICATION 


Work Order: ^ 
Aww aH r3 


Date Open: 
hO 


Complété 


(initial or SCA #) 


AO 


1. Rim Assembly - 
Basket Lid 


a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 
lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 


2. Weld Rim Assembly 


a. Record welding rod PO on attached material list. 


hO 
PC 
M 


3. 


4. 


Inspection 


a. Rim for complété welds 


PC 
SN) 
âL 
PC 


M. 


Pù 
73^4 


PC 
73-04 


AO 


M- 
PC 
73-t04 


Frame assembly - 
Lid 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit %" x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 
e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 


g. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
members with C-clamps to Jig. 


AO 
73-04 
-es 


h/A 
5. Frame assembly - 
Lid with optional walkway modification 


a. Fit cross members to rim in accordance with step 4. 


b. Attach walkway Jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut yi" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 


d. Drill vent holes into cross members at walkway stingers. 
e. Align walkway stringers on walkway Jig using cleco clamps near both ends of each stringer, and 
clamp stringer to Jig using a C-clamp in the centre. 
PC 


6. Weld frame assembly. 


a. Record welding rod PO on attached material list. 


b. Jigs must remain in place for as long as practical during welding. 


7. Inspection 
a. Frame assembly for complété welds. 


05 


AO 
7^4 
es 


PC 
73^4 
os 


PC 
73^04 
es 


AO 
73-04 
05 


PC 
73-04 
OS 
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CARGO BASKET LID FABRICATION 
Complété 


73-04 
8. Mesh assembly. 
Qj 
qj ^ 
Note: 95912 (Bell 429) does net have mesh. Skip to step 10. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 


c. Remove surface rust with scotch-brite. 
d. Ensure lid is prepared for mesh on the correct side. 
Aô 
Aô 
AO 
^■ 3-04 
^^^4 
^^-04 
9. Weld mesh to frame assembly per drawing. 
0^ 
Ofî 
a. General welding requirements for ail lids: 
i. Every intersection on ail edges. 
il. First 5 intersections along cross members, then every second intersection. 


b. 
MIG weld both short sides. 


c. 
Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. %" for lids under 76" 
ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 
e. Record welding rod PO on attached material list. 
Aô 
^ 
73-04 
10. Weld lid components. 
■ 
Of, 
OS 
a. Handie brackets, locate in accordance with drawing. 


i. Standard location: %" outside of last cross member on both ends. 
ii. Record handie bracket WO and welding rod PO on attached material list. 
b. Lid prop bushing(s). 
i. one or two in accordance with drawing. 
ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. 
Placard bracket. - not installed on 95912 (Bell 429) 
i. Locate on cross member to set bracket in centre bay of lid. 
ii. Record placard bracket WO and welding rod PO on attached material list. 
73... 
'^'04 
' 
11. Clean up 
^3-0 
q j 
^ 
a. Grind high spots off mesh welds. 
^ 
b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 
c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 
d. Drill #9 through lid prop bushing(s). De-burr hole(s). 
e. Drill for lid bumpers using 1/4" (#3) centre drill. 
i. 3 places for lids under 76" 
ii. 4 places for lids over 76" 
f. 
Remove surface rust with scotch-brite pad. 
H> 
K> 
12. Final Inspection 
73-04 
73-04 
73-04 
To be completed by a différent person than the previous steps. 
02- 
02 
02 
a. Basket lid assembly for complété welds, and required minimum mesh weld locations. 
b. Material lists complété. 
c. Overall condition and conformity to drawing(s). 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
13. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. ^ 
73-04 
^3-04 ^04 
02 
02 
^ 


4/ 
47^ 


êldciL' 
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CARGO BASKET LID FABRICATION - COMMON 


General 


These instructions apply to ail cargo basket lid assembiies. Refer to the foilowing drawings, at the carrent 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3 - 
Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0 - 
Extra-Wide Low Mounted Ski Basket 
76612, Revision 0- High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 


77612, Revision 1-Short Basket 
69812, Revision 3 - Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision G - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80212, Revision 0-Short Basket 
80312, Revision 0- Médium Basket 
81112, Revision 0- Long Basket 


Bell 429 - 
right or left 
95912, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75112, Revision 0-Standard Basket 
95512, Revision 0 - 
Extra Large (ski) Basket 


MD600 
82812, Revision 0 - 
Standard Basket 


Options 
70405, Revision 3 - 
Walkway 
70402, Revision 1 - 
Lid Door 
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Work Order: 


Date Qpened: OT -S^i-Y ^fi> 


Material Tracking Sheet 


Robinson R44 


Lid Fabrication 


1 0Î2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


3 
90612-01- 01 
Lid Assembly 
(-01 RH, -02 LH) 


Step 1 
Rim Assembly 


.2 
— 
3/4" Tube - Long Rim (55 5/8") 
4130 Steel, V*" x 0.035 Sqr. Tube 
\700H 


. 2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steel, V*" x 0.035 Sqr. Tube 
l-poc-f 


Step 2 
Weld Rim Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
i iiOzy //(.oys- 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 


. 2 
— 
3/4" Tube - Cross Member (21") 
4130 Steel, Y*" x 0.035 Sqr. Tube 
\7occt 


Step 6 
Weld Frame Assembly 
, 


.A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
/KoOvfr 


Step 7 
Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 


. 1 
— 
Mesh (lid - 55" x 22") 
3/4-16F Expanded Mild Steel sheet 


Step 9 
Weld Mesh 


. A/R 
- 
Welding Rod 
ER70S-6 MIG Wire 
/ 


Work Order:_E£!i:l?__ 


Date Opened:^^ Ji/Cw 


Matériel Tracking Sheet 
Robinson R44 


Lid Fabrication 


2oT2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 10 ^ 
Weld Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 
2. 
- 
/'y 7 


. .4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


..2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


. A/R 
Welding Rod 
ER308L TIG Rod 
iHOz. 
sr 


. 1 
49216-01 
Spacer (Lid prop) 
304 Stainless, 14" Die. 


.A/R 
— 
Welding Rod 
ER308L TIG Rod 


. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 
2.ofc>- h't 


.A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
f 
(y <^7Sr 


Step 11 
Clean Up 
None 


Step 12 
Inspection - Final Assembly 
None 


Step 13 
Powder Coating 
lYosr 


UST OF MATERIALS 


PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC. 
STOCK SIZE 


49210-01 
01 
END HOOP 
4130 SQUARE TUBING 
MIL-T-B736 
#1/2" X 0.035 WALL 
49210-02 
02 
HOOP 
4130 SQUARE TUBING 
MIL-T-8736 
#1/2" X 0.035 WAU 


0.75 
TYP. 


MILL 5/8* 
0.313" DEEP 
2 PLACES 


4.0* RADIUS 


SEE NOTE 2 


22.0 


15.50 
15.50 


4.0* RADIUS 


SEE NOTE 2 


22.0 


01) END HOOP 
@HOOP 


NOTES; 


1. REMOVE Aa BURRS AND SHARP EDGES. 


2. DRU. |30 (0.129) VENT HOU M BOTTOM OF HOOPS FOR VENTING WELD GASES. 


APPROVALS 
DATE 
AERO DESIGN LTD. 
/J=^^ )) 
BB88A MALASPINA ROAD 
POWELL RIVXR, BC, CANADA. VBA 0G3 
V 
KL 604.4Sa.aSTS 
III 1411111—1111IM 


STEVEN FAHEY 
MAY 10/02 


E. BURGOIN 
MAY 10/02 


UNLESS OTHERWISE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DECIMALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 
XX 
±0.1 


HEUCOPTER CARGO BASKET 
BASKET COMPONENTS - HOOPS 


2 
TITLE BLÛCK UPOATED: VENT MOLE CHANGED 
BJC 
22/05/2014 


1 
HOOP HEIGHT CHANGED 
BJC 
APR 28/04 


REV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 


NOTICE 
1HS DRAWN6 CONTMNS MTORMADON ANO DATA «HICH S 
PROPRIETARY TO AERO KSMM LTD. 1HS ORAWNG, OR ANY PCRTKM 
THENeOF. MAY NOT BE REPRCOUCEO. COPCD. OR DUPUCA1E0 M ANY MANNER. NCR USED FOR MANUFACIURtIC RITHOUT THE «MOTTEN 
CONSENT OF AERO DESIGN LTD. BY ACCEPTtM THS ORAWNC FOR REFERENCE. THE REOPIENT AGREES TO NOLO AERO OESKN LTD. 
HARMIESS FROM 1HE USE. OR MSUSE. OF THS ORARMG OR 1HE tfORMATWN CONTAMED 1HERE0N. 
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DWG. sm 
LGL 


DW6. Na 
49210 


REV. 
2 


Aero Design Ltd. 


AMF 73-04 


9888 A Malaspina Rd. 


Powell River, BC 


Canada 


V8A 0G3 


Complété Fabrication Instructions 


This sheet is designed to assist in the fabrication of Aero 


Design products in accordance with the company 


Manufacturing Policy Manual, the Canadien Aviation 


Régulations and other applicable technical 


documentation. 


-vTur 


Nomentclature: ASSSbnQuick Release Cargo Basket Hoop 
Number of Units: Çy 


Work Order#; 


Model 
Requirements 
Reference 
Initial 


AS350 
Review LOEP to ensure most current technical spécifications 
N/A 
M 
AS350 
Cut a piece of material to 
N/A 
m M 


AS350 ^jEut^e end at 90jiegrees^9mh^îê>jgp<>sttg.jsnd^^ 


N/A 


AS350 
At the 90 degree end measur^-^5 and mark. Bend at that 
mark, set stop at 103 deg.'^TT 
tiAcls 
N/A 
%m 


AS350 
A^lmlorige^ p^introf thelGdegre^ndjjieasure 14 1/4" 
qpdnuilcrBerfèat that mark,|spt^tof/at SS-odgr"^ 
N/A 


Post Fabrication Inspection 


Inspect components to ensure conformity to the applicable design data. 


Signature: _ 


Licence Numb^^r SCA: 


Date: 
^7 


IV 
ÎS TltiS- Aie^er>J 


CARGO BASKET HOOP FABRICATION - 84262 


General 


These instructions apply to ail cargo basket hoops that require handie bracket provisions. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


Handie Provisions - 
Common to ail baskets 
84262, Revision 1 - 
Handie Bracket Assembly 


Work Order: ^1(3^9^ 
Complété 
yû- 
(initial or SCA#) 
DateOpen: 
py 
AO 
Or 
Ol 
^3-04 
1. Handie Bushings-Préparation-84262-01 
0? 


Required in locations where handie brackets will be installed. 


a. Start with stock hoop or half hoop as required for spécifie basket assembly. 


b. Setup manual milling machine with spécifie hoop vise jaw. Set XY G on far, right edge of jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16 (#4) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
e. Tag in process hoop(s) and place into stock. 
^ 


2. Handie Bushings-Welding-84262-01 
\ 
II ^ 
a. Insert 84271-01 bushings into hoop prepared in step 2. above. 
^ 
b. TIG weld bushing both sides, 2 bushings per hoop. 


c. Record bushing and welding rod PO/WO on attached material list. 
d. Tag in process hoop(s) and place into stock. 
^ ^ 
^3-04 
^ 
* 
3. Handie Bushings-Finish-84262-01 
ftj , 


a. De-burr welded bushings. 


b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 


Page 1 of 1 
30 November 2013 


Work Order: 


Date Qpened: 


Matériel Tracking Sheet 
Robinson R44 
Hoops Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 1 
h 
49210-02 
Hoop - standard 
4130 Steel, y/ x 0.035 Sqr. Tube 


Step 1 
3 
49210-02 
Hoop - with handle provisions 
4130 Steel, Vi" x 0.035 Sqr. Tube 


Step 2 
Welding 


.2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
Z 
- 
/3,'¥- 


. A/R 
— 
Welding Rod 
ER70S-2 
/^oos- 


Step 3 
Inspection 
None 


m 
en 
Step 1 
90622-01- 01 
Hoop - attachment 
(-01 RM, -02 LH) 


. 1 
— 
1/2" Tube - hoop 
4130 Steel, y/ x 0.035 Sqr. Tube 
7 


Step 2 
Welding 


. 2 
69823-02 
Lug 
1018 Steel, 5/8" Rod 


.A/R 
— 
Welding Rod 
ER70S-2 


Step 3 
Finishing and Inspection 
None 


Work Order: 


Date Qpened: 0^ . 


Matériel Tracking Sheet 
Robinson R44 
Hoops Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


90621-01- 0| 
Hoop - attachment (aft) 
(-01 RH, -02 LH) 


Step 1 


"iv'* 


1/2 Hoop Fabrication -1/2" hoop 


. 1 
— 
1/2" Tube-hoop 
4130 Steel, V/' x 0.035 Sqr. Tube 


Step 2 
Machining 
None 


Step 3 
1/2 Hoop Fabrication -1" hoop 


. 1 
— 
1" tube - hoop 
4130 Steel, 1" x 0.065 Sqr. Tube 


Step 4 
Machining 
None 


Step 5 
Joint Préparation 
None 


Weiding 


Step 6 
. 2 
90621-05 
Lug 
1018 Mild Steel, 5/8" Dia. 


Step 7 
.2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
/.TY 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 


. A/R 
— 
Weiding Rod 
ER70S-2 


Step 9 
Finishing and inspection 
None 


Aj/A-S^ddcj^ 


7.25 
REF 


REV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 
0 
INITIAL ISSUE 


1 
TITIE BLOCK UPDATED, HEIGH UPDATED TO MATCH ASSEMBLY DRAWING 
BJC 
22/05/2014 


22.0 


IF USING 49210-02 HOOP AS STOCK 


I 
I 


I 
I 


I 
I 


I 
I 


-a>rî 


MILL 
313 DEEP 
2 PLACES 


4.0' RADIUS 


SEE NOTE 2 


01)F0RWARD ATTACHMENT HOOP 


FRONT VIEW 
LEFT HAND SHOWN. RIGHT HAND OPPOSITE 


NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 


2. DRIU #30 (0.129) VENT MOLE IN BOTTOM OF HOOP FOR VENT1NG OF «CLD GASES. 


3. WELDIN6 OF STEEL LUGS TO BE COMPLETED BY GTAW METHOO TO AMS26B5C. 
WELDING ROD SHAU. CONFORM TO ER70S-2 OR EQUIVALENT. 


FWD 


15.50 
REF 


9.10 


t 
0.36 (REF) 


DETAIL A 


SCALE 1 : 1 
DETAIL B 


SCALE 1 ; 1 


69823-02 
90622-01-02 
90622-01-01 


PART NO. 


03 


01 


01 


ITEM 


LUG 
LH FWD ATTACHMENT HOOP 
RH FWD ATTACHMENT HOOP 


DESCRIPTION 


4130 STEEL COND. N 
4130 STEEL COND. N 


MATERIAL 


MIL-T-6736 
MIL-T-6736 


MATERIAL SPEC 


1/2 X 0.035 SQR. TUBE 
1/2 X 0.035 SQR. TUBE 


STOCK SIZE 


UST OF MATERIALS 


1 


llfilt: 


8 ' 


APPROVALS 


JEFF CLARKE 


CHECKEO: 
E. BURGOIN 


DATE 


10 APR 2006 


UNLESS OTHERWISE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DECIMALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
CONSULTING ENGINEBRS, TRANSPORT CANADA APPROVALS, DAR 29011 
2013 - 39TH AVENUE N.E.. CALGARY, ALBERTA, CANADA, T2E 6R7 
Uk (403) 260-8027 
lue (403) 330-0333 
Mro4Mi«l>*Mil«pluulJMt 


ROBINSON R44, R44 II 
QUICK RELEASE CARGO BASKET 
FORWARD ATTACHMENT HOOP FABRICATION 


SCALE 1 : 5 
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Pol fc - 
XS fk- 
STocj. 


10 »tti m» wa» m 
N>«»m ra 
OeSÇRlPIIÛN OF CHANGE 


Tini BuocK 
manBlC Hj&Asnni AobCb-, c*)^ frA ut^ÀTfHT 
2ÏMm* 


y® 


-1 r, P- 


D.06-1 
1. 
"TT 
-ç- 


TAP ORILL Q (0.332) X 0.75 DEEP 
TAP 3/8-24 


VIEW C 


^ 
CAP 
^ 
RrnsrHa 
@ 
LUG 
V RCMOVE AU. BURPS AND BREAK SHAAP CDOCS 


>4\dBILL #30 (OIM) VENT HOLC M HOOP FOR «NTWQ OF «00 OASES. 


3. WELOWC OF 4130 STEEL TO BE COMPLETED BY CTAW METHOO TO AUS2685C. 
«ELOINC ROO SHAU CONFORM TO ANS ER7DS-2 (X! EQUIVALENT. 
A 
UOJ. SLOT MTO ITEM 3 (1 M TUBE) AS SHO«N. CXMTOUR END OF ITEM 4 (1/2 M TUBE} 
'-^TO M1NIUI2E CAP KTWCEN ITEMS. 
^AOJUST SLOT OF ITEM 6 (CAP) TO FIT AS REOUWEO. 


7^ 


:r 


VIEW A 
VIEW B 


le 


(13.00) 
1 
* 
A-a 
XI 


-0.25 


Tï 


RH ATTACMENT HOOP ASSEMBLY 
^ 
LH ATTACMENT HOOP ASSEMBLY 


90621-01-02 


BASKET HAWOLE PROVISIONS ASSEMBLY 


TUBE 1/291 
1*130 STEa CONO- N 


LH AFT AnACMMENT HQOP ASSEMBLY 
BH AFT ATTACHMENT HOOP 
Y 


1*130 STBEL CONO N 


UATSRIAL SnC 


1/2 K 0.035 soR met 


t aO«S SUR TUBE 


UST OF UATERALS 


e BURGOIN 


UNLESS OIHERWSE SPEaFIED 
0MEN90NS ARE IN MCHCS 
TOLERANCES ON; 
DEOUALS 
ANGLES 
K.xx* ±0.010 
±1/2" 
KK* ±0.03 


X.K 
±0.1 


AERO DESIGN LTD. 


ROBINSON R44 
(XJICK RELEASE CARGO BASKET 
AFT ATTACHMENT HOOP FABRICATION 


SHEET 1 OF 1 
Al 
90621 


